sInternational.

an Akzo Nobel brand

Bl 5e 73 iE DURBIIPIARE (FR) BIRAF]

I H 45K
PROJECT NAME

N = Vi
Akzo Nobel International Paint (Suzhou) Co., Ltd. ANIP SCAF4i S5 i Page K REV
ANIP DOC. No. 9 00
AR
ANIP-TSD-WP20110418
DOC. No.

Painting Work Procedure

PR L

01 Issue for Approve | 2011-5-19 | Wenbo Cher|
. Ui W H i Sl GEA et H 3 GEA ek
Fik REV
Description Date PRE’D Review Approve Date | Review Approve

Coating Supplier iR 7

Akzonobel International Paint (Suzhou) Co., Itd




sInternational.

an Akzo Nobel brand

1. Scope and purpose i E & HH

The painting work procedure covers the requirements of the coatings application which has been
recommended from International Paints, in which it also describes the repair and touch-up methods
of painting on the jobsite to ensure the coatings’ performance and lay down a set of recommended
practices required to obtain an optimal service life of coatings in corrosive environments. The painting
work procedure shall not replace any current approved document and specification.

AN T L2k 1 B BRI IR B R G TR EEAZOR, WAss 7@ Ee Ik, PRk
JERIRLFPERE o EBE T AR A L 7V DAME TR B P PR B b RESRAS SR R O e o ASIR
Pt T T ZABAEATIAT B IE O SR T

2. Coating System JHEAE

) Abrasive blast cleaning to ISO8501-1 Sa2'/2 or SSPC SP 6, obtain a sharp
Surface Preparation L . - -—
b angular ‘surface profile in 40-75 microns. K B kHGib 4L %2 1SO8501-1
Sa2.5 5 SSPC SP6, /& ik F] Rz=40-75 ik
Coat No. Product Name DFT Specified
IR R B EL B IREE (um/ KD
Primer Coat Epoxy Zinc-rich Primer 90
JEHR Interzinc 1065 ¥4 & £ K&
Intermediate Coat High Build Epoxy Paint 80
Hh ] Intergard 475HS JE R IR S 28k v ()%
Topcoat Polyurethane Finish 80
TIPS Interthane 990  ZZ& ik i %
Total DFT & TR 275

3. Surface Preparation #mEAtE

3.1

3.2

3.3

Steelwork preparation {45 #) 4t 3

In order to provide surfaces which will ensure optimum paint performance, prior to blast
cleaning, weld defects such as pinholes and discontinuities shall be repaired. Sharp edges and
flame-cut edges shall be reduced by grinding. Welds shall be smooth and free of all weld slag
and weld spatter.

N T RUEAN G R R T BE R AR TR ACHE R RS, AW BN HARBREE,  n fLAN RIS SR 45 kAT 12
1B BULAKIETIEL G BT BT, 48 0GR A C Ik aE .

Degreasing it

Prior to blasting, all deposits of grease or oil or humectants caused by the NDT test shall be
removed from the surface in accordance with SSPC-SP1 “Solvent Cleaning”.
WRDT, R 25 IR EERHE  B T IR, 42 SSPC—1 “VAGIE " ArdEdiAT .

Abrasives Rl

Blasting abrasives shall be dry, clean, free from oil & grease and other contaminants, which will
not be detrimental to the performance of the coating. Conductivity of aqueous extract should be
lower than 300us/cm. Beach sand shall not be used.

MR PR BERL LT, oG, TR, ARERTEREHTEREA RN, BRI S R A B

% -2- 0 310 W
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3.4

3.5

T 300ps/cm. A AR H TR

Size of abrasive particles for blast cleaning shall be such that the prepared surface profile
height (anchor pattern profile) is in accordance with the requirements for the applicable coating
system. Steel grits and shots size should be 1.0-1.2mm. The surface profile shall be graded in
accordance with 1ISO 8503.

BERH RN ERE 8 7 A L TR R G EOR RRE RE o B AL AIANARD 9 K/NE 1.0-1.2mm. R THIFLRS
JE A ARHE 1SO8503 HEAT VA «

During the blasting operation care must be taken to prevent the possibility of oil and/or water to
contaminate the blasted surface. Compressors must accordingly be fitted with efficient oil and
water traps.

MR IR R 7 LA/ EKOG ERD S AN A R T TSI . AL AL A R MK 3 B A

Blasting i

All steel surface shall be blasting cleaned to ISO 8501-1 Sa2 ¥ or SSPC-SP6 with surface
profile Rz 40-75um.

AR I E SR E P 2] 1ISO 8501—1 Sa 2% =i/l SSPC-SP6 %54, HfEfEiA%| Rz 40—75
ok .

The surface to be coated shall be clean, dry, free from oil/grease, and have the specified
roughness and cleanliness until the first coat is applied. All dust must be removed completely.
The quantity of dust shall be less than "Rating 2" according to ISO 8502-3.

WD J5 AL A TR R A R EEE v . , Joutile, DR RERERE N Vil B B3 28 — RO iR . P
HIKLERANCTE R, Y5 1S08502—3 KL EE/NT 2 .

Coatings shall be applied within 4 hours of surface preparation and/or before rust bloom occurs.
Should visible rusting occur or the cleaned surface becomes wet or otherwise contaminated,
the surface shall be re-cleaned to the degree previously required.

RIMALFLIS 4 AN, BEA R IR B AT, s, RN RIA T LRFI R, 8
ERE W Yy, BRI BB A 2R A g .

Stripe Coating %

Stripe coating is an essential part of good working practice, Stripe coats are applied to areas
where it is difficult to get the required coverage, including but not limited to:

® Plate edges

® \Welds

® Pipes

® ladders

® Difficult access areas

TR A R A J7 325 1 B B0 00 TR — FROAE S e afl DUk B 2R 1 78 2 AL, A AE AN PR T T 510348
s

e [tk

o R4k

o i

® iy
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4. Application of Primer Interzinc 1065 & E4&)EEHT

4.1

4.2

4.3

4.4

4.5

Mixing V&

Mixing ratio: Part A : Part B = 2:1(by volume)
Once mixed it is recommended that the material is filtered using 80— 100 mesh

REHH: AHS BHT=2:1 EHHD

Material is supplied in two containers as a unit. Always mix a complete unit in the proportions
supplied. Once the unit has been mixed it must be used within the working pot life specified.
(1) Agitate Base (Part A) with a power agitator.

(2) Combine entire contents of Curing Agent (Part B) with Base (Part A) and mix thoroughly
with power agitator.

WE AR, O —EEROIRG —BiREL, —BRENES TG, BAWERE IR
N SE . Sl UM PR R e A 2, JE TR EARIEIAGER A Aoy, B HES 5.
Thinning #%

Interzinc 1065 shall not require thinning, but in some extreme circumstances, the addition of
5% of thinner GTA 822 can be used to aid application performance.

AT AT, (HAELRRIRTEIL T, NN 5% 1) GTA 822 A B T =il it TV RE .
Thinning ratio will be adjusted according to temperature, spray pump pressure.

FRe o B RS KRR, WA IR kAT 3
Pot life V&1 F i [A]

Temp. °CIRJE 5°C 15°C 25°C 40°C

Pot-life, {i IS [8], /i | 3 hrs 2.5hrs 2 hrs 1 hrs

Once the pot life has been exceeded, no attempt should be made to apply paint.
— HIREGE AN A, AE AT IRE L.
Application Methods Jifi T.77 72

Airless spray is recommended, the paint reservoir should keep a regular agitating between
whiles.

HEFF A v R i, e N SRR AN B g AT 0

Tip size: 0.43~.0.53mm (0.017"~0.021")

MEFL4%: 0.43~.0.53mm (0.017~0.021")

Total output fluid pressure at spray tip not less than 191 kg/cm?.

FEME AR AR R IAME T 191kg/em?
Drying and Over-coating /&1 i

T at Touch D Hard D Over-coating Interval with itself
emperature oucC ry ar ry N A e
HEFE B FE IR ARG
M , Tk fiEiF, /N
i KT, % T, /N Min. i Vax. i
Extended,
5°C 20 min 8 hrs 8 hrs Xtended,
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Extended,
15°C 15 min. 6 hrs 6 hrs dended,
Extended,
25°C 10 min 4 hrs 4 hrs dended,
Extended,
40 °C 5 min 2.5 hrs o5hrs | DXended:

® Interzinc 1065 will not cure adequately below 5°C. The ambient curing temperature should

be above 10°C for maximum performance of coatings.

AR T S°CI ek se 4, RS PR RE, HREMLIRENAE 10°CRL L.

® After weathering, Interzinc 1065 should be dry and free from all contamination especially
zinc salt before Over-coating. If white zinc salts have formed on the surface they must be
removed.
Zerd AN 8] F) B 2 WAL, BRI R T A 2. RER M C L e b s, a0
SRR L LS A REIRIE R .

4.6 Dry Film Thickness

In order to ensure good anti-corrosive performance, it is important to achieve minimum DFT of
40 microns; care should be exercised to avoid the application of DFT in excess of 150 microns
N T AT RIFRIBTETERE, Interzinc1065 ¥k /= 1 fi /18R B2 204 3] 50 ok, oK i) IR R
AN 150 K

5. Application of Intergard 475HS & =&k %K T

5.1

5.2

Mixing V&

Mixing ratio: Part A : Part B=3:1 (by volume)

Material is supplied in two containers as a unit. Always mix a complete unit in the proportions
supplied. Once the unit has been mixed it must be used within the working pot life specified.
(1) Agitate Base (Part A) with a power agitator.

(2) Combine entire contents of Curing Agent (Part B) with Base (Part A) and mix thoroughly
with power agitator.

Wt A Hr B4r=3:1 (KD

RIS, I0E IR ER G —ERe, —BiRkNRE s, BAEMERIRE
73 A 52 -

Sl U S0P A 4170

A MEE AL BASEL A 417, HURMERE 5]

Thinning #%
Intergard 475HS thinning with 5-10% of GTA007 will gain good spraying surface. Thinning ratio

will be adjusted according to temperature, spray pump pressure.
Intergard 475HS H] GTAOO7 #iikE 5-10 % /e A7 #4 A BT R 47 AW e L o e ) FH B R AR A T 2

% -5- 0 310 W
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54

W4 4 s 1 AT R .
5.3 Potlife V&8 A]

Temp. °C iR

-5°C

5°C | 10°C

15°C

25°C

40°C

Pot-life, f FII [, /)N

1 hrs

1hrs | 1hrs

1 hrs

1 hrs N/A

A&

The paint cannot be used once the pot life exceeds.

i R R RS A, SRR AN AT DU AT
When the temperature is above 25°C, the corresponding high temperature curing agent should

be applied. Use of the topical grade curing agent will give a pot life of 2 hrs at temperatures

between 25~40°C.

i B 25°CH, A HTAH R i AR . BORAE A FIE 25—40°CH), TREG 1 A7

fim ] LUEE] 2 /N

Application Jifi T.

Airless spraying would be preferred. Tip range 0.53-0.63 mm (0.021-0.025"),

pressure at spray tip not less than 190 kg/cm2 (2,700 p.s.i.)
A Wik HeM 0.53-0.63 mm (0.021-0.025” ), FeMskt & JIAMET 190 kg/ecm?,

5.5 Drying and over-coating /&l & i

Total output fluid

Over-coating Interval with
Temperature Touch Dry Hard Dry recommended topcoats
TS B AN i, /N HEFZ TR BR I IR
Min. /)N Max. /)N
Extended, !
-5°C 2.5hrs 48 hrs 48 hrs Ktended, TR
5C 1.5 hrs 16 hrs 16 hrs Extended, TCRR
15°C 1 Y%hrs 10 hrs 10 hrs Extended, TRR#
25C 1 hrs 5 hrs 5 hrs Extended, JofRi
Note: For curing at elevated temperatures an alternative curing agent is available.
Ve i AL A S Y i )
Elevated temperature curing =i~ HIE 1k
Over-coating Interval with
Temperature Touch Dry Hard Dry recommended topcoats
T KT, DB T, /N A T BRI B IR
Min. /MBS Max. 7N
Extended, !
25°C 15 hrs 6 hrs Ghrs | Dended: IR
Extended, !
40°C 1hrs 2 hrs ahrs | DXended: IR
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6. Application of Interthane 990 REIEHE BT
6.1 Mixing JB&
Mixing ratio: Part A :Part B = 6:1 (by volume)
REt: AHAr BAHS=6:1 (AL

The bas component Part A should be mixed thoroughly by mechanical agitation and then the
curing agent Part B poured in and the composite agitate thoroughly.

Joxt Ay GERD BEATHUER PSS, SRS BB RIS

Always mix a complete unit in the proportions supplied. The curing agent is moisture sensitive.
Once the curing agent container has been opened for partial mixing of a unit, when resealed
the moisture in the air that replaces the liquid removed will begin reacting with the remainder of
the curing agent.

G5 L REERIREHHTIR G . BOYEFRE R, — B AT S, kA2
A AL P A7), BB B ULS, A IR U2 B AR AR N 5 R B LA RS S B

6.2 Thinning ks

Normally no need for thinning, however, thinning by 5-10% with GTA713 can aid spraying
application and provide a significant gloss surface finish.

AN AT, AR, NN 5-10% KM T GTA713 R AR T ARG T, %4 TiRE
TG IR . AN SRR AR, JU O SR AR

6.3 Pot life V&1 FHI ]

Temp. % -5°C 5C 15°C 25°C 40°C

Pot-life i S [E], /N | 26 hrs | 12hrs | 4 hrs 2hrs | 45 min Z%f
Once the pot life has been exceeded, no attempt should be made to apply paint.

— HRA R A B, A E e .
6.4 Application jifi T. 7772

Airless spray is always recommended.

Pump ratio: min. 45:1

Input pressure: min. 4-5 kg/cm?

Tip range: 0.33 — 0.45mm (13-18”)

Min. Pressure at Nozzle 176kg/cm?

FEAE A8 FH e G AR

WIRIEIE ). &/ 45 01

HAIE S 4-5 kg/lem?

oMK /N: 0.33 — 0.45mm (13-187)

B/MEE K 77: 150kg/cm?

Suitable gloss of surface could be obtained by air spray but 10-20% thinner might be added
probably. Cross spray shall be applied to achieve the DFT specified, in this case two coats of

paint could be applied.
U T LU B AR TG, TSR BN 10-20% HURRRER. A TIAFIBE RIS, o]

8 -7- 0 310 W
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e AC X 18t A IR BRI R o« W] AR P it i 77 7%
Brushing and rolling could be used but only for the application of some partial areas.
Fill i AR IR AT LA, H AN R PR A e it T
The various application methods shall be avoidable to obtain uniform appearance and gloss of
paint surface.

N T IE RN — B R IMANAIEEE, B i Bk 5 2 Bt TR
6.5 Drying/Over-coating /&1 4[] %

Temperature Touch Dry Hard Dry Over-c‘oatting interval
B | &, An | mE e DR, T
Min. /) Max. K
5C 5 hrs 24 hrs 24 hrs Extended JC PRl
15°C 2.5 hrs 10 hrs 10 hrs Extended & [R il
25C 1.5 hrs 6 hrs 6 hrs Extended JCPR il
40°C 1 hrs 3 hrs 3hrs Extended TRl

7. Touch Up on site MiZE4h
7.1 Touch-up on site shall be carried out on all damaged coating surface, including damages
resulted from transportation, handling, erection, and welding, cutting and any other hot-work.
P 0 i E B EAE B AT B AR, Bddishn. ). 28, mIE. DRI Era 1
KLt B R 5475 o
7.2 Intact coating around damaged area must be feathered and slightly roughened the adjacent
surface to ensure a smooth touch up coating surface.
BTG ARAL B 1A SE bF TR R L U AT B, T RCTIE I 2, DRIEBANRAL T 1 1
7.3 Prior to touch-up, damages assessment should be known then to get a touch-up plan. Touch-up
should be carried out starting with the right damaged coat.

BN TARTT AT, BSOS A — DV R it iz A Rl 2402 MR RO — 3R 20T

7
Ho

7.4 Touch-up BHITHE

® Topcoat damaged (intact primer)
Sandpapering (80-100 mesh) or disc grinding, cleaned with Thinning then touched up
with intermediated coat to reach specified DFT, followed with top coat.
EES (RETEE)
1 80-100 H HIRPARIT BE BRlb e v 4T B, FIM RN R M fe, A g 2 80 RE,
AMRTE

® Primer Damaged (no rust)
Sandpapering (80—100 mesh) primer surface, touch up primer to reach specified DFT,
followed with intermediated coat and top coat.
B QRS
F 80-100 H IR AT I, BAMNRKREWITIEE, T4 b [a] EAN R .

® Damaged to steel surface or burn area (rust noticed)
Disc Grinding to St3, cleaned with thinner and touched up with primer to reach specified
DFT, followed with intermediated coat and top coat.
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TR, BRI I, GRS
WA T BE % St3 e, FREBBANE R TR, FHE A ER R
7.5 Power tools can be used for grinding, rotary grinders, discs are recommended. However, rotary
brush is not recommended because of its polishing tendency on steel surface to affect coating
adhesion.
TTER RN LR, wiedFTBHL, a5 8, ML AEUER, FAE
AR T R 906 0 4 FE T S e T J2 BB 7
7.6 All climate control requirements should be same as it in new construction painting.
A AN HT R A=A 2% A1 42 A A ) T 07 2 6 R T 2B e P 5K
7.7 Brush only used for small area, and more coat required to reach specified DFT. Airless spraying
is recommended for big area touch-up.
JERABR FH T/ a B AR, BAB AN A ATA BT BTl sE B BTt IR o R T AR S RN A8
TR
7.8 During touch-up inside, sufficient ventilation and lighting must be provided.

PSRBT, EEHR A 2 % 1108 JXURT B o
8. General Notes HEiR

8.1 When temperature is lower than 5°C or higher than 40°C, according measures must be taken to

improve ambient weather condition to the acceptable range.

HIREART 5°Cam T 40°CHY, AR AT SR $ i U R AR 2] A 32 ) Vi o

8.2 No final blast-cleaning or coating application shall be done if the relative humidity is more than
85% and when the steel temperature is less than 3°C above the dew point.

AR PR L 85 %6 B AR IR I T il 3°C, AN ELHEAT e AW B R I

8.3 Paint application is not allowed when raining, snowing, water or ice on the substrates, or heavy
fog around.
HTIW NS, REAKAIK, & RKER, AREHEATIRE L.
8.4 Wet Film Thickness i 5 i Il &
WFT must be measured immediately after application since evaporation of solvents will effect
the reading if not performed at once. WFT measurements shall be performed in accordance
with 1ISO 2801:1997 Method No 1 (Appendix I).
P JEAE T T 5 N2 5L BRI, PRI AN RN AAT 7 R AR S ) B K IR e 0
MKHE 1SO 2801:1997 7571 Not1 (s 1) $AT.
WFT measurements as specified to be carried out alongside with checking of paint
consumption, taking into consideration specified dry film thickness and volume solids of the
paint.
P 1 V5 AL T bk yeh o P B R 28, [ Pt A B4 A R P 1 T A s IR et 4 O 7 4 25 8
8.5 Dry Film Thickness i J5 /& il &

Number of spot readings to be performed is decided from case to case since design of coated

¥ -9- 11 10 W
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construction must be taken into consideration. One spot reading is the average of 3 readings
made approximately 40mm apart.

AR BB N 2RI AN R OIS DU R AT, BRI 5 25 FE B i e S5 M O AN R BE T o — R
4 FR I 40 ZK VG N B = P E .

Destructive methods to determine DFT of coating systems is not recommended but may be
used if necessary to verify compliance with specifications.

AHEREAE BT IR0 TREJS, (B2 D 1 A6 A 75 1 5 TG 75 17 A 2Bt m] ]

DFT inspection should be carried out 90-10 rules, means 90% readings should be reach
Specified DFT, and remaining 10% readings should reach 90% of specified DFT. DFT
inspection will be carried out according SSPC PA 2.

B R 1 I B 4 R PR 90 %6 AT, B 90 %6 I N AUk IR AE TP R E, AR 10% )
BRI RHE R L) 90% o R EE R & 4% i SSPC PA2 $447.

8.6 Final Inspection ¢ 246 %

Final coating surface should be clean, smooth, free of blistering, runs, pinholes, cracking, and
drying spraying.
A PRER N 2GS, I, o, WEE fL, JFRMTmisE.

% -10- 70 3t 10 7T



